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1
ADHESIVE DISPENSING PROFILE
ENHANCEMENT

CROSS-REFERENCES TO RELATED
APPLICATIONS

This application claims benefit under 35 U.S.C. §119(e) of
U.S. provisional patent application No. 61/474,466, filed on
Apr. 12, 2011, the entire disclosure of which is incorporated
herein by reference for all purposes.

BACKGROUND OF THE INVENTION

As noted above, the technology generally available in the
polymer lens casting process does not allow for tight enough
(i.e. precise) control of the ROC of a substrate with any
predictability in an efficient and cost effective manufacturing
process. The relative lack of control over this process typi-
cally drives the cost of the top substrate (i.e. “Lid” substrate)
up, limits the capacity based on the mold set available, and
promotes “an in process pairing kanban” (i.e. substrates are
chosen based on compatibility at the time of combination,
rather than being interchangeable) for best fit with the avail-
able bottom substrate. Again, these issues drive cost up and
capacity down, while promoting the need for re-work, over
processing, and/or over production.

BRIEF SUMMARY OF THE INVENTION

A first method of manufacturing a composite lens may be
provided. The first method may comprise the steps of mea-
suring a first surface disposed on a first substrate, measuring
a second surface disposed on a second substrate, calculating
a variable gap between the first surface and the second sur-
face, depositing a variable amount of adhesive on the first
surface of the first substrate based at least in part on the
calculation of the variable gap, and placing the second sub-
strate over the first substrate, wherein the adhesive is disposed
between the first surface of the first substrate and the second
surface of the second substrate.

In some embodiments, in the first method as described
above, the step of measuring the first surface of the first
substrate may comprise measuring a radius of curvature of the
first surface. In some embodiments, the step of measuring the
second surface of the second substrate may comprise mea-
suring a radius of curvature of the second surface. In some
embodiments, the step of calculating the variable gap may
comprise the steps of determining a difference in the radius of
curvature of a portion of the first surface of the first substrate
and the radius of curvature of a corresponding portion of the
second surface of the second substrate.

In some embodiments, in the first method as described
above, the step of measuring the first surface of the first
substrate may comprise the step of measuring one or more
topographical features of the first surface. In some embodi-
ments, the step of measuring the second surface of the second
substrate may comprise the step of measuring one or more
topographical features of the second surface. In some
embodiments, the step of calculating the variable gap may
comprise determining a difference in the topographical fea-
tures of a portion of the first surface of the first substrate and
the topographical features of a corresponding portion of the
second surface of the second substrate.

In some embodiments, in the first method as described
above, the step of depositing the variable amount of adhesive
may comprise ink-jet deposition.
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In some embodiments, in the first method as described
above, the step of depositing the variable amount of adhesive
may comprise depositing a plurality of dots of adhesive on the
first surface. In some embodiments, each of the plurality of
dots may comprise approximately the same amount of adhe-
sive. In some embodiments, depositing a variable amount of
adhesive comprises depositing the plurality of dots at differ-
ent intervals across the first surface.

In some embodiments, in the first method as described
above, where depositing the variable amount of adhesive
comprises depositing a plurality of dots of adhesive on the
first surface, the amount of adhesive of the plurality of dots
may vary by atleast 5%. In some embodiments, the amount of
adhesive of the plurality of dots may vary by at least 20%. In
some embodiments, the amount of adhesive of the plurality of
dots may vary by at least 50%.

In some embodiments, in the first method as described
above, where depositing the variable amount of adhesive
comprises depositing a plurality of dots of adhesive on the
first surface, the plurality of dots may be deposited non-
uniformly.

In some embodiments, in the first device as described
above, the first method may further comprise the step of
determining a first feature of the first substrate or the second
substrate, and the step of depositing the variable amount of
adhesive may be based at least in part on the first feature. In
some embodiments, the first feature may comprise any one of,
or some combination of: the area of the first surface, the area
of the second surface, the shape of the first substrate, or the
shape of the second substrate. In some embodiments, the first
feature may comprise any one of, or some combination of: a
location of a diffractive surface or a location of an electro-
active element disposed on the first surface of the first sub-
strate or the second surface of the second substrate.

In some embodiments, in the first method as described
above, the first method may further comprise the step of
adjusting the amount of adhesive deposited based on any one
of, or some combination of: a level of heat, an ambient tem-
perature, or humidity (or relative humidity).

In some embodiments, in the first method as described
above, the first method may further comprise the steps of:
determining the viscosity of the adhesive and adjusting the
amount of adhesive deposited based at least in part on the
determined viscosity. In some embodiments, the step of deter-
mining the viscosity of the adhesive comprises dispensing a
plurality of dots of adhesive having a first weight at a first
temperature, dispensing a plurality of dots of adhesive having
a second weight at a second temperature; and calculating the
temperature required to produce the desired weight.

In some embodiments, in the first method as described,
further comprising the steps of determining a characteristic of
adeposition mechanism and adjusting the amount of adhesive
deposited based at least in part on the determination of the
characteristic of a deposition mechanism. In some embodi-
ments, the deposition mechanism may comprise any one of,
or some combination of: the amount of error associated with
an apparatus used in a deposition process, the heat applied to
the adhesive deposited during deposition, the volume of adhe-
sive typically deposited by the apparatus, or any other suitable
parameter.

In some embodiments, in the first method as described
above, the first method may further comprise the step of
disposing an electro-active layer between the first and second
substrates. In some embodiments, the first method may fur-
ther include the steps of: disposing a first electrode and a
second electrode between the first and the second substrates,
and disposing the electro-active layer between the first and
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the second electrodes. In some embodiments, the electro-
active layer may comprise a liquid crystal material.

In some embodiments, in the first method as described
above, where the adhesive comprises a curable resin, the first
method may further include the steps of curing the resin. In
some embodiments, the step of curing the resin may comprise
using any one of, or some combination of: chemical additives,
ultraviolet radiation, an electron beam, or heat.

In some embodiments, in the first method as described
above, the adhesive may be configured to couple the first
substrate to the second substrate.

In some embodiments, in the first method as described
above, the adhesive may comprise any one of, or some com-
bination of: epoxy, polyurethane, acrylic, or cyanoacrylate.

In some embodiments, in the first method as described
above, the adhesive may be formulated to match the refractive
index of the substrates.

BRIEF DESCRIPTION OF THE DRAWINGS

FIG. 1 shows a cross sectional view of an exemplary com-
posite lens in the form of an electro-active lens in accordance
with some embodiments.

FIG. 2 shows images of exemplary apparatuses that may be
used to perform one or more steps of exemplary embodiments
provided herein.

FIG. 3(a) shows an exemplary graphical representation of
the measurement of the radius of curvature (ROC) of the
surface of an exemplary master baseline substrate. FIG. 3(5)
shows an exemplary graphical representation of the measure-
ment of the ROC of a surface of a fabricated substrate corre-
sponding to the baseline substrate using typical manufactur-
ing techniques.

FIG. 4 shows a cross sectional view of the exemplary
electro-active lens of FIG. 1 as well as a close up of the
adhesive profile delta (corresponding to the variable gap
between corresponding portions of the opposing surfaces of
the two substrates) in accordance with some embodiments.

FIG. 5 shows an exemplary substrate of an electro-active
lens having a varying adhesive profile in the form of a plural-
ity of dots disposed over a surface in accordance with some
embodiments.

FIG. 6 shows an exemplary substrate of an electro-active
lens having a varying adhesive profile in the form of a plural-
ity of dots disposed over a surface in accordance with some
embodiments.

DETAILED DESCRIPTION OF THE INVENTION

Some terms that are used herein are described in further
detail as follows:

As used herein, the term “alignment layer” may refer to a
layer of material that controls the alignment of liquid crystals
in the absence of an external field and often adheres to the
surface of a substrate (such as an electrode, a lens, lens blank,
lens wafer, etc.).

Asused herein, the term “approximately’ may refer to plus
or minus 10 percent, inclusive. Thus, the phrase “approxi-
mately 10 mm” may be understood to mean from 9 mmto 11
mm, inclusive.

Asused herein, the term “comprising” is not intended to be
limiting, but may be a transitional term synonymous with
“including,” “containing,” or “characterized by.” The term
“comprising” may thereby be inclusive or open-ended and
does not exclude additional, unrecited elements or method
steps when used in a claim or to describe an embodiment. For
instance, in describing a method, “comprising” indicates that
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the claim is open-ended and allows for additional steps. In
describing a device, “comprising” may mean that a named
element(s) may be essential for an embodiment, but other
elements may be added and still form a construct within the
scope of a claim. In contrast, the transitional phrase “consist-
ing of” excludes any element, step, or ingredient not specified
in a claim. This is consistent with the use of the term through-
out the specification.

As used herein, a “conductive path” refers to a continuous
path for which electrons (i.e. current) may flow from one
point to another. The conductive path may comprise one
component, or more than one component. For instance, a
conductive path may comprise portions of a lens housing, a
temple, a hinge, a lens, and/or conductive material disposed
between (or within) some or all of the components.

As used herein, “coupled” may refer to any manner of
connecting two components together in any suitable manner,
such as by way of example only: attaching (e.g. attached to a
surface), disposing on, disposing within, disposing substan-
tially within, embedding within, embedded substantially
within, etc. “Coupled” may further comprise fixedly attach-
ing two components (such as by using a screw, an adhesive, or
embedding a first component into a second component during
a manufacturing process), but does not so require. Two com-
ponents may be coupled temporarily simply by being in
physical contact with one another. Two components are “elec-
trically coupled” or “electrically connected” if current can
flow from one component to another. That is, the two com-
ponents do not have to be in direct contact such that current
flows from the one component directly to the other compo-
nent. There may be any number of other conductive materials
and components disposed electrically between two compo-
nents “electrically coupled” so long as current can flow there
between.

As used herein, a “diffractive element” may refer to a
diffractive pattern that may be disposed on the surface of a
substrate such as, by way of example only, etching, grinding
or molding the surface. Such an optic may comprise a physi-
cal structure which is patterned to have a fixed optical power
and/or aberration correction, by way of a surface relief dif-
fractive topological profile.

As used herein, a “dynamic lens” may refer to a lens with
an optical power which is alterable with the application of
electrical energy, mechanical energy or force. Either the
entire lens may have an alterable optical power, or only a
portion, region or zone of the lens may have an alterable
optical power. The optical power of such a lens is dynamic or
tunable such that the optical power can be switched between
two or more optical powers. The switching may comprise a
discrete, change from one optical power to another (such as
going from an “off” or inactive state to an “on” or active state)
or it may comprise continuous change from a first optical
power to a second optical power, such as by varying the
amount of electrical energy to a dynamic element (e.g. tun-
able). One of the optical powers may be that of substantially
no optical power. A dynamic lens may also be referred to as a
dynamic optic, a dynamic optical element, a dynamic optical
zone, dynamic power zone, or a dynamic optical region.

Asusedherein, a “frame” may refer to acomplete wearable
housing that secures both spectacle lenses and aligns them in
the proper place relative to the wearer’s eyes when being
worn. The frame may comprise elements such as a first and
second temple, a lens housing that is configured to support the
spectacle lenses, one or more hinges, and any other related
component.

As used herein, the term “layer” does not require a uniform
thickness of material. For example, a layer may comprise
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some imperfections or uneven thicknesses so long as the layer
performs its intended purpose.

As used herein, a “lens” may refer to any device or portion
of'adevice that causes light to converge or diverge. The device
may be static or dynamic. A lens may be refractive or diffrac-
tive. A lens may be concave, convex or plano on one or both
surfaces. A lens may be spherical, cylindrical, prismatic or a
combination thereof. A lens may be made of optical glass,
plastic or resin. A lens may also be referred to as an optical
element, an optical zone, an optical region, an optical power
region or an optic. It should be noted that within the optical
industry a lens can be referred to as a lens even if it has zero
optical power. Moreover, a lens may refer to both intra-ocular
and extra-ocular components.

As used herein, a “lens blank™ may refer to an optical
material that may be shaped into a lens. A lens blank may be
finished meaning that the lens blank has been shaped to have
an optical power on both external surfaces. A lens blank may
be semi-finished meaning that the lens blank has been shaped
to have an optical power on only one external surface. A lens
blank may be unfinished meaning that the lens blank has not
been shaped to have an optical power on either external sur-
face. A surface of an unfinished or semi-finished lens blank
may be finished by means of a fabrication process known as
free-forming or by more traditional surfacing and polishing.

As used herein, a “lens housing” may refer to a part of the
frame that is configured or adapted to support or hold the first
and the second lenses in place (preferably firmly in place).
The lens housing may also comprise the part of the frame to
which the temples attach. The lens housing may comprise any
component or material adapted to support the lenses, includ-
ing, for example, screws, nylon monofilament, eye-wire, etc.
or any combination thereof. The lens housing may comprise
any material, including metal or plastic. A lens housing may
be included in any type of frame design, including fully
rimmed, semi-rimless, and rimless. In some embodiments,
the lens housing may also include the bridge, such as when
the lens housing comprising a single component or two com-
ponents that support both the first and the second lens.

As used herein, a “multi-focal lens” may refer to a lens
having more than one focal point or optical power. Such
lenses may be static or dynamic. Examples of static multifo-
cal lenses include a bifocal lens, trifocal lens or a Progressive
Addition Lens. Examples of dynamic multifocal lenses
include electro-active lenses whereby various optical powers
may be created in the lens depending on the types of elec-
trodes used, voltages applied to the electrodes and index of
refraction altered within a thin layer of liquid crystal. Multi-
focal lenses may also be a combination of static and dynamic.
For example, an electro-active element may be used in optical
communication with a static spherical lens, static single
vision lens, and static multifocal lens such as, by way of
example only, a Progressive Addition Lens.

As used herein, “optical communication” may refer to the
condition whereby two or more optics of given optical power
are aligned in a manner such that light passing through the
aligned optics experiences a combined optical power equal to
the sum of the optical powers of the individual elements.

As used herein, an “ophthalmic lens” may refer to a lens
suitable for vision correction, which may include a spectacle
lens, a contact lens, an intra-ocular lens, a corneal in-lay, and
a corneal on-lay.

As used herein, a “progressive addition region” or “pro-
gressive addition zone” may refer to a lens having a first
optical power in a first portion of the region and a second
optical power in a second portion of the region wherein a
continuous change in optical power exists there between. For
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example, a region of a lens may have a far viewing distance
optical power at one end of the region. The optical power may
continuously increase in plus power across the region, to an
intermediate viewing distance optical power and then to a
near viewing distance optical power at the opposite end of the
region. After the optical power has reached a near-viewing
distance optical power, the optical power, may decrease in
such a way that the optical power of this progressive addition
region transitions back into the far viewing distance optical
power. A progressive addition region may be on a surface of
a lens or embedded within a lens. When a progressive addi-
tion region is on the surface and comprises a surface topog-
raphy it may be known as a progressive addition surface.

As used herein, a “substrate” is a component that is gener-
ally well-known in the field of optics. A substrate typically
refers to the component of a lens that is first fabricated or
provided, and on which additional layers or materials may be
deposited. A substrate may have dimensions on the order of
millimeters or fractions of millimeters, whereas coatings and
other deposited layers on the substrate typically have dimen-
sions (i.e. thicknesses) that are on the order of microns.
Examples of substrates may include, for example, lens
blanks, semi-finished lens-blanks, or lens wafers.

In general, composite lenses comprise two or more sub-
strates that may include one or more elements or layers of
material disposed between the substrates (or in some
instances, the composite lens may consist essentially of two
substrates, typically with different optical features (such as
refractive index) or physical features (such as density, hard-
ness, etc.). Examples of composite lenses include electro-
active semi-finished lens blanks (SFB), which may contain an
upper substrate (e.g. a “Lid”) and a bottom substrate (which
may comprise a diffractive element or pixelated electrodes).
The substrates are typically held together by an adhesive
(such as a resin material) among several other layers (for
example, the adhesive may be disposed directly on the sub-
strate, or may be disposed over one or more layers of material
that are also disposed over the substrate). An example of a
composite lens in the form of an electro-active lens is shown
in FIG. 1.

In particular, FIG. 1 shows a cross-sectional view of an
exemplary composite lens in the form of an electro-active lens
100. The exemplary lens 100 comprises a plurality of layers
of materials disposed between a first substrate 101 and a
second substrate 102. The exemplary layers disposed
between the first 101 and second 102 substrates include: hard
coat layers 103 (e.g. to improve durability and/or increase
scratch resistance); two opposing electrodes 104 (shown in
this example as comprising indium tin oxide (ITO), but could
typically comprise any suitable material such a transparent
conductive oxide (TCO)), insulating layers 105 (shown in this
example as comprising SiO,) disposed between the elec-
trodes 104; primer material layers 106 (e.g. to prevent or
reduce the absorption of the adhesive into a more porous
material or to further provide impact resistance); and an adhe-
sive layer 110. In the example lens 100 shown in FIG. 1, the
electro-active layer (that may, for instance, comprise liquid
crystals), which is disposed between the first and second
electrodes 104, is not shown in this cross-sectional view
because in this example the electro-active element does not
cover the entire surface of the first 101 or second 102 sub-
strate. That is, for example, the adhesive layer 110 and/or one
or more of the other layers may surround (or substantially
surround) one or more sides of the electro-active layer. Dis-
posing the electro-active element over less than the entire
surface of one of the substrates may provide some advan-
tages, such as the ability to edge the composite lens 100 (e.g.
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remove material from around the edges of the composite lens
100 to form a particular shape or size) without interfering
with or damaging the electro active-element. However,
embodiments are not so limited, and in some instances, the
electro-active layer may be disposed over an entire surface of
the first or second substrate.

It should be noted that the layers in FIG. 1 are not drawn to
scale. Moreover, the layers shown are for illustration pur-
poses only, and embodiments are not so limited and may
include additional layers of materials (such as one or more
alignment layers for the electro-active material that may com-
prise liquid crystals) and/or omit one or more of the layers
shown in FIG. 1. Moreover, although a preferred embodiment
may comprise an electro-active lens (e.g. comprising an elec-
tro-active element), as noted above embodiments are not so
limited.

The inventors have found that when manufacturing com-
posite lenses (such as the electro-active lens 100 shown in
FIG. 1), it is generally desirable to control the amount and/or
positioning of the material of the adhesive layer (e.g. resin)
such that excess (or deficient) amounts of adhesive are not
applied to the surface of the first substrate before the second
substrate is disposed over this surface (and coupled thereto by
the adhesive). This may enable two substrates having differ-
ent surface topographies or radii of curvature of opposing
surfaces to be effectively coupled together, while also poten-
tially reducing the amount of waste in the form of excess
adhesive that is removed from the edges of the lens after the
substrates have been coupled together. Moreover, with refer-
ence to electro-active lens embodiments, the inventors have
found that if an excess amount of adhesive is disposed over
the surface of the substrate, there is an increased likelihood
that some of the adhesive may contaminate the electro-active
material (i.e. when two substrates are brought together, the
excess adhesive material may be forced into a cavity or area in
which the electro-active element may be disposed within).
This could thereby affect the performance of the electro-
active material. Furthermore, if too little adhesive is applied
to an area of the surface of the substrate, then the first and
second substrates may not be adequately coupled (or portions
of the substrates may not be adequately coupled), which may
affect the structural integrity of the composite lens.

The inventors have also found that although the first sur-
face (i.e. top surface) of the first substrate and the second
surface (i.e. bottom surface) of the second substrate (where
the first surface of the first substrate is disposed opposite to
the second surface of the second substrate) may each be
designed so as to have a radius of curvature that is approxi-
mately equal across the entire interface between the surfaces,
in practice when such substrates are fabricated, there may be
various imperfections in one or both surfaces that may result
in a variable cavity (or gap) between the corresponding por-
tions of the surfaces the substrates when the second substrate
is disposed over the first substrate (i.e. when the substrates are
coupled together). Indeed, even relatively minor variations in
the surfaces and/or radius of curvature of the surfaces may
affect the distances between the substrates when the compos-
ite lens is fabricated (i.e. when the second substrate is placed
over the first substrate). The differential cavity created
between the substrates (or the layers disposed on the sub-
strates) is illustrated in FIGS. 3 and 4 and described in more
detail below. Moreover, in some instances, portions of the
substrates may be designed to have different radius of curva-
tures in different sections, which may also create differences
in the distances between corresponding portions of the two
substrates when they are brought together and coupled by the
adhesive.
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The differences in the distances between corresponding
portions of the two substrates (e.g. the gap between the sub-
strates or the layers disposed thereon) may result in the thick-
ness of the adhesive layer varying across the substrate (i.c. the
adhesive layer may not comprise a layer of material having a
uniform thickness). Thus, the inventors have discovered that
applying a uniform layer of adhesive material (or applying a
uniform deposition process, such as applying uniform “dots”
of adhesive material) may result in some portions of the
surface of the first substrate having too much adhesive mate-
rial, thereby creating an overflow of material (and/or waste),
and other portions of the substrate having too little adhesive
material to adequately couple the first and second substrates
when the second substrate is disposed (i.e. placed) over the
first substrate. Moreover, the discrepancies in the surface
profiles of the two substrates may create cosmetic deficien-
cies that may be noticeable to a wearer.

Provided herein is an improved method for manufacturing
a composite lens that includes the steps of dispensing an
adhesive material (e.g. resin) onto a first surface of a first
substrate and then applying (i.e. placing) a second substrate
(e.g. the “Lid”) over the first surface. As noted above, dispos-
ing the adhesive material onto the surface of a substrate may
include dispensing the adhesive material over one or more
layers that may be disposed on the surface of the substrate.
Once the two surfaces are joined (i.e. coupled) by the adhe-
sive material and all (or most) of the foreign particulates (e.g.
trapped gasses) are exhausted, the adhesive material may then
be cured (or any other suitable process may be performed so
that the adhesive layer creates a bond between the three com-
ponents—i.e. the adhesive layer and the two substrates).

It may be preferred in some instances that the concave
surface (i.e. “second surface” or “bottom surface”) of the
second substrate (i.e. “Lid” or “top substrate) have a radius
of curvature (ROC) that substantially matches the ROC of the
convex surface (i.e. “first surface” or “top surface™) of the first
substrate (i.e. “bottom substrate”) in all meridians such that
the delta between the ROC of the corresponding portions of
the substrates is roughly between 1.0 mm to 0.20 mm (de-
pending on the target ROC). In general, the larger the target
ROC, the more variation between the ROC of the second
surface of the second substrate (i.e. the concave surface of the
“Lid” substrate) and the first surface of the first substrate (i.e.
the convex surface of the bottom substrate) may be allowed.
Similarly, the smaller the target ROC, the less variation
between the ROC of the second surface of the second sub-
strate (i.e. the concave surface of the “Lid” substrate) and the
first surface of the first substrate (i.e. the convex surface of the
bottom substrate) may be allowed. In general, the ROC of'the
second surface of the second substrate (i.e. the concave sur-
face of the “Lid” substrate) should be larger (or flatter) than
the first surface of the first substrate (i.e. the convex surface of
the bottom substrate) such that the second substrate can
extend so as to be disposed up to the edge of the first substrate.

As noted above, the technology generally available in the
polymer lens casting process does not allow for tight enough
(i.e. precise) control of the ROC of a substrate with any
predictability in an efficient and cost effective manufacturing
process. The relative lack of control over this process typi-
cally drives the cost of the top substrate (i.e. “Lid” substrate)
up, limits the capacity based on the mold set available, and
promotes “an in process pairing kanban” (i.e. substrates are
chosen based on compatibility at the time of combination,
rather than being interchangeable) for best fit with the avail-
able bottom substrate (which for electro-active composite
lenses may, but need not, comprise a diffractive element).
Again, these issues drive cost up and capacity down, while
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promoting the need for re-work, over processing, and/or over
production (particularly when attempting to achieve a good
emPower!—i.e. electro-active—assembled SFB).

In this regard, the inventors have discovered a process in
which the opposing surfaces of two substrates of a composite
lens are measured to determine distances between corre-
sponding portions of the substrates when the two substrates
are coupled by an adhesive material. The measured distances
may then be used to dispose a varying amount of the adhesive
between the different corresponding portions of the surfaces
of the substrates. In this way, for example, substrates having
large discrepancies in corresponding surfaces (or relatively
large differences in ROCs) may be used in a composite lens
without resulting in large excesses or deficiencies of adhesive
material. Moreover, any cosmetic or structural deficiencies
based on such gaps may be compensated for with an increase
or decrease in the amount of adhesive applied in that area of
the substrates. This may reduce manufacturing costs (includ-
ing the need for precise surfacing or machining of the sub-
strates and/or additional processing to correct such errors) as
well as to increase capacity and enable more substrates to be
compatible for use together despite large discrepancies in
corresponding surface profiles.

Exemplary Measurement, Calculation & Reference, and Dis-
pensing Process

Provided below is an example of a measurement, calcula-
tion/reference, and dispensing process for determining the
surface profiles of the substrates of a composite electro-active
lens and disposing an adhesive layer between those surfaces
in accordance with some embodiments. It should be under-
stood that any suitable method of measurement of the surface
profiles, calculation of the differential gap between the sub-
strates, referencing the differential gap to the master profile,
and/or disposing an adhesive layer in accordance with those
determinations may be utilized. Moreover, although
described below with reference to electro-active lenses,
embodiments are not so limited.

In some embodiments, to optimize the adhesive (e.g. resin)
dispensing profile between the top substrate (i.e. “Lid” sub-
strate) and the bottom substrate (e.g. the “Diffractive Sub-
strate” for some electro-active embodiments), the concave
side (bottom surface) of the top substrate (“Lid” substrate)
and the convex side (top surface) of the bottom substrate may
be measured across the entire surface (typically 80.0 mm) and
ata resolution equal to or better than 0.10 mm for the ROC. It
should be noted that in some embodiments, only portions of
the substrates may be measured (e.g. in some instances, por-
tions of the surfaces of the substrates corresponding to areas
that may not comprise adhesive material—e.g. corresponding
to the electro-active area of an electro-active lens—may be
omitted from the measurement process). A person of ordinary
skill in the art would generally know how to make such
measurements. For example, there are a variety of industry
standard devices that have this capability. Traditional Coor-
dinate Measurement Mapping (CMM), 3D Lens mapping by
light reflection, or other touch or non-touch measurement
devices are examples of measurement devices that can be
instituted with respect to these measurements.

FIG. 2 comprises photographs of a commercially available
system manufactured by Satisloh® that may be used to apply
adhesive to a lens or substrate for purposes other than (or in
addition to) applying a variable adhesive layer. In particular,
201 shows the machine with the cover closed, 202 shows the
imaging and probing (measuring) section of the machine, and
203 shows the adhesive application.

FIGS. 3(a) and (b) provide illustrations of exemplary
CMM mappings of a high minus lens corresponding to (1) a
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baseline master profile of a target surface topography of a
substrate (FIG. 3(a)), and (2) a representative surface topog-
raphy of an exemplary fabricated substrate (FIG. 3(b)). That
is, FIG. 3(a) shows the design of the intended topography and
ROC of a surface of a substrate, whereas the CMM image
shown in FIG. 3(b) represents the topography and ROC cre-
ated by various manufacturing errors and variation that may
occur during typical fabrication processes used in commer-
cial production of such substrates. As shown in this example,
the target baseline master profile has a height of approxi-
mately -0.01 at its center, which gradually increases moving
away from the center to a height of around 0.005 at its periph-
ery (note that the heights are measured relative to an arbitrary
reference point). In contrast, the height of the surface of the
exemplary manufactured substrate after probing using a
CMM device is approximately -0.03 at its center and
increases to above 0.01 near the periphery. Thus, in this
example, there is a significant difference in the variation of
the surface topographical profiles (e.g. the relative height of
corresponding portions of the surface of substrates) across the
baseline master substrate and the manufactured substrate.
Moreover, the topography of the surface of the baseline mas-
ter profile is relatively symmetrical around the center of the
substrate, whereas the surface topography and ROC of the
exemplary manufactured substrate (at least near the periphery
of the substrate) is not symmetrical.

The differences in the two surface topographies and ROC
profiles shown in FIGS. 3(a) and (5) demonstrate the relative
variation that may be created during typical commercial fab-
rication processes. The inventors determined that in general,
utilizing either a uniform thickness for the adhesive layer, or
an adhesive layer having a thickness that is disposed based
only on the target baseline topographical and ROC profile,
may not provide an efficient manner for determining the
amount of adhesive to be disposed over different portions of
the substrates. Therefore, the measurements (such as the
CMM measurements of the exemplary substrate shown in
FIG. 3(b)) of the corresponding surfaces of each of the first
and second substrates may be determined and utilized in
developing a dispensing profile for the adhesive layer.

Once the surfaces of both the Lid (i.e. top substrate) and
bottom substrate have been measured (e.g. using CMM or
other suitable method), a three dimensional profile corre-
sponding to the distances between corresponding portions of
the substrates may be calculated. This profile may be used in
determining the amount and/or location of the disposition of
the adhesive material. An example of such a profile is shown
in FIG. 4.

FIG. 4 shows an example of a profile for an exemplary
cavity (or gap) between two of the surfaces of substrates 401
and 402 (or layers disposed on the surfaces of the substrates)
of'an exemplary electro-active lens. For illustration purposes,
the layers of the composite electro-active lens 400 are shown
as comprising the same materials as the composite electro-
active lens in FIG. 1. That is, the exemplary composite elec-
tro-active lens comprises hard coat layers 403; two opposing
electrodes 404; insulating layers 405 disposed between the
electrodes 404; primer material layers 406; and an adhesive
layer 410. Again, for illustration purposes only, the electro-
active layer is not shown.

The close-up view in the bottom right of FIG. 4 provides a
cross-sectional view of an “adhesive profile delta” that may
be calculated by determining the distances created by the
differences in the topographical features and ROC of corre-
sponding portions of the bottom surface 422 of the top sub-
strate 402 and the top surface 421 of the bottom substrate 401.
For example, D, may represent the distance between the
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substrates (and thereby the desired thickness of the adhesive
layer 410 in that location) created by the difference in the
topographical features and/or ROC of corresponding portions
of the top surface 421 of the bottom substrate 401 and the
bottom surface 422 of the top substrate 402 in a first location.
Similarly, D, may represent the distance between the sub-
strates (and thereby the desired thickness of the adhesive
layer 410 in that location) created by the difference in the
topographical features and/or ROC of corresponding portions
of the top surface 421 of the bottom substrate 401 and the
bottom surface 422 of the top substrate 402 in a second
location. As shown in the example in FI1G. 4, D, and D, may
have different values, which illustrates that the adhesive pro-
file delta (i.e. the cavity or gap between the substrates) may
vary across the surfaces of the substrates. The adhesive profile
delta corresponding to the variations in the distances created
by the topographical features of the first and second sub-
strates may thereby be calculated, and an overall profile for
the adhesive layer may be determined.

Once the above calculation is complete, the determined
profile may then be referenced to the master profile (i.e. the
target profile) for the corresponding design ROC of the sur-
faces of'the substrates so as to take into account all geometric
features related to a preferred assemble. That is, for instance,
if optical features were designed based on the interface of the
substrates, the differences in the ROC and/or topographical
features of corresponding portions of the substrates, or if one
or both of the surfaces comprises a portion corresponding to
an electro-active element (e.g. a diffractive element or pat-
terned electrodes), those optical features or elements may be
considered with regard to the application of the adhesive
layer. This is illustrated for instance in FIG. 5, which shows an
exemplary substrate 500 comprising a plurality of features
which are not intended to have a portion of the adhesive layer
disposed over. For example, the exemplary substrate 500 is
shown as comprising an electro-active element 501 having a
diffractive seal structure 502 (an example of which is
described in U.S. application Ser. No. 12/408,973, filed on
Mar. 23,2009, which is incorporated by reference hereinin its
entirety); a safety zone 503 comprising a space allotment for
adhesive capillary flow (e.g. a portion of the substrate that
allows for excess adhesive to flow into before contacting the
electro-active element 501); and escape channels 504 that
may be used in some, but not all embodiments, to allow gas
and other foreign particulates to escape from between the
substrates when the top substrate is disposed over the sub-
strate 500. The locations of each of these features may also be
considered in determining the adhesive dispensing profile.

Once this reference between the master profile and the
calculation of the three dimensional profile (i.e. the adhesive
profile delta) has been completed, a Dispensing Profile may
be developed and then sent to the adhesive (e.g. resin) dis-
pensing unit for the relevant application of the adhesive layer
to the surface of the substrate(s).

In addition to the determined adhesive profile delta and the
master profile of the substrates, the Dispensing Profile may
also be based in-part on the particular technique and appara-
tus used to dispose the adhesive layer on the surface of the
substrate. Although any suitable technique may be used to
dispose the adhesive layer on the substrate surface, in some
embodiments the layer may be dispensed in a dot matrix type
pattern with each dispensed dot precisely applied with respect
to X-Y and Z location of a known substrate feature (e.g. a
diffractive reference), while also taking into account the dot
volume as it relates to the dispensing calculation. In some
instances, each “dot” of adhesive material may be measured
during application and can be adjusted by the calculation for
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the upcoming dot as it relates to factors such as heat, humidity
and repeatability of the dispensing system itself.

FIGS. 5 and 6 show exemplary adhesive profiles for
embodiments in which the adhesive layer may be deposited
by dispensing a plurality of dots of adhesive materials over a
surface of the substrate. With reference again to FIG. 5, the
adhesive profile is shown as comprising a plurality of adhe-
sive dots 510 that form three distinct regions for illustration
purposes only. As shown in this example, the first region 505
of the surface of the substrate 500 is disposed around the
electro-active area 501 (and more specifically around the
safety zone 503) and is shown as comprising only a nominal
amount of adhesive material (which may correspond to only
incidental material forming over this region from disposing
adhesive in other areas, or could be in the form of adhesive
dots 510 having a very small volume and/or being spaced very
far apart over this portion of the substrate 500). Disposing
only a nominal amount of adhesive material in this area may
reduce the likelihood of excessive adhesive material entering
into the electro-active region 501 of the electro-active lens
when the top substrate is disposed (i.e. placed) over the sub-
strate 500. The second region 506 of the exemplary substrate
500 is shown as comprising a low volume of adhesive mate-
rial (e.g. resin), which may correspond to adhesive dots 510
having relatively low volume in this area of the substrate 500
or the adhesive dots 510 being spaced relatively far apart (or
a combination thereof). The second region 506 may therefore
correspond to portions of the substrates that are disposed
relatively close to one another (e.g. where the distance of the
adhesive profile delta shown in FIG. 4 is relatively small). The
third region 507 of the exemplary substrate 500 is shown as
comprising a high volume of adhesive material, which may
correspond to adhesive dots 510 having relatively high vol-
ume in this area of the substrate 500 or the adhesive dots 510
being spaced relatively close together (or a combination
thereof). The third region 507 may therefore correspond to
portions of the substrates that are disposed relatively far apart
(e.g. where the distance of the adhesive profile delta shown in
FIG. 4 is relatively large).

The inventors have found that the distance between the
bottom substrate and the top substrate of a composite electro-
active lens typically increases when moving in a direction
away from the electro-active element, and therefore the vol-
ume of adhesive material may generally increase towards the
periphery of the substrate in such embodiments. This may be
due, in part, to the increase in differential of the ROC of the
two substrates towards their peripheries. However, embodi-
ments are not so limited, and in general the adhesive Dispens-
ing Profile may be dictated based on the particular ROC
and/or surface topography of each substrate.

FIG. 6 shows another exemplary substrate 600 having an
adhesive dispensing profile of adhesive dots 610 disposed on
a surface thereof in accordance with some embodiments. The
exemplary substrate 600 comprises an electro-active region
601 (which may, for instance, comprise a diffractive struc-
ture). An electro-active seal structure 602 may be disposed
around the electro-active element or region 601. As shown in
this example, the adhesive profile generally comprises two
distinct patterns of adhesive dots 610—the first comprises
concentric rings (or ellipses) formed around the center of the
substrate 600 (except for near the region of the electro-active
element 601); and the second pattern comprises a single ring
(or ellipse) around the electro-active region 601 (e.g. dis-
posed on or around a “safety zone” disposed a distance away
from the electro-active seal structure 602). In some embodi-
ments, the volume of the adhesive dots 610 may vary based on
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the particular ROC and topographical features of each of the
substrates (which may, in turn, determine the adhesive profile
delta shown in FIG. 4).

Continuing with reference to FIG. 6, an exemplary depo-
sition process to form the example adhesive profile may be as
follows. As shown in FIG. 6, the adhesive dots 610 are dis-
pensed in concentric circles around the center of the substrate
600. The amount of adhesive of each of the dots 610 in each
of the circular patterns (or the density of the adhesive layer
corresponding to each of the circular patterns) may increase
the farther the circular pattern is from center of the substrate
600 to compensate for the increase in the gap between the
substrates. For example, the density of adhesive material
corresponding to each concentric ring may be increased by
decreasing the speed of the dispensing head (when using an
ink jet deposition process) so the adhesive dots 610 are dis-
posed closer together on the surface of the substrate 600. As
noted above, the elliptical pattern 603 around the electro-
active region or element 601 is shown as separate from the
other circular patterns. In some embodiments, the location
and composition of the elliptical pattern 603 may be adjusted
so that the adhesive fills in uniformly around the electro-
active element 601 (without contaminating the material dis-
posed therein). The amount of adhesive in the elliptical pat-
tern 603 may also be adjusted (by, for instance, changing the
speed of the deposition apparatus) so that the adhesive mate-
rial fills around the electro-active region 601 without com-
pletely going inside this area.

It should be appreciated that the exemplary adhesive dis-
pensing profiles shown in FIGS. 5 and 6 were provided for
illustration purposes only. As noted above, any suitable dis-
pensing profile may be used, including profiles that may not
comprise the use of adhesive dots (e.g., some embodiments
may apply an adhesive layer of varying thickness or may
apply a uniform layer of adhesive material which is then
patterned to appropriate thicknesses, etc.).

Exemplary Embodiments

Described below are exemplary embodiments of methods
of manufacturing composite lenses, and preferably electro-
active lenses, that may comprise depositing a variable amount
of'an adhesive material (e.g. a resin) based on the topographi-
cal features and/or the ROC of the surfaces of one or both
substrates of the lens. The embodiments described herein are
for illustration purposes only and are not thereby intended to
be limiting. After reading this disclosure, it may be apparent
to a person of ordinary skill in the art that various components
and/or features as described below may be combined or omit-
ted in certain embodiments, while still practicing the prin-
ciples described herein.

A first method of manufacturing a composite lens may be
provided. The first method may comprise the steps of mea-
suring a first surface disposed on a first substrate, measuring
a second surface disposed on a second substrate, calculating
a variable gap between the first surface and the second sur-
face, depositing a variable amount of adhesive (e.g. resin) on
the first surface of the first substrate based at least in part on
the calculation of the variable gap, and placing the second
substrate over the first substrate, wherein the adhesive is
disposed between the first surface of the first substrate and the
second surface of the second substrate.

As used in this context, a “variable amount” may refer to
when the amount of adhesive material over a portion of the
first substrate is different than the amount of adhesive that is
deposited over another portion of the first substrate. That is,
for example, the adhesive is not deposited as a uniform layer
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having a uniform thickness. The thickness of the layer may be
varied by any suitable means. For example, where a variable
gap is present, the gap at a first portion between the substrates
may be different than the variable gap between a second
portion of the substrates and as a result a first amount of
adhesive may be deposited over the first portion of the first
substrate, and a second amount of adhesive may be deposited
over the second portion of the first substrate, where the first
amount and the second amount are different.

As used in this context, a “variable gap” may refer to when
the distance between the first surface and the second surface
(or one or more layers disposed on the first surface and the
second surface) of the first and second substrates, respec-
tively, is different (i.e. varies) at different locations over the
surfaces of the substrates. As described above, this may be the
result of manufacturing errors or practical limitations when
fabricating the opposing surfaces of two substrates that are
intended to have matching ROCs and/or surface topographies
(or could be the result of intentional differences in the corre-
sponding portions of the surfaces). By determining the vari-
able gap created by the differences in the surface topogra-
phies and/or ROCs of corresponding portions of the
substrates (or any other factor), the inventors have found that
the adhesive disposed between these different portions of the
substrates may be varied to correspond to the difference dis-
tances (i.e. the variable gap) and provide a more efficient
adhesive dispensing profile.

In some embodiments, in the first method as described
above, the step of measuring the first surface of the first
substrate may comprise measuring a radius of curvature of the
first surface. As noted above, the ROC of the surface of a
substrate may be determined using any suitable method
known in the art, including CMM, 3D Lens mapping by light
reflection, or other touch or non-touch measurement devices.
In some embodiments, the step of measuring the second
surface of the second substrate may comprise measuring a
radius of curvature of the second surface. In some embodi-
ments, the step of calculating the variable gap may comprise
the steps of determining a difference in the radius of curvature
of a portion of the first surface of the first substrate and the
radius of curvature of a corresponding portion of the second
surface of the second substrate. As noted above, the ROC of
each of the surfaces may affect the relative distances between
each of the substrates at different locations along their sur-
faces when the substrates are coupled together in a composite
lens. The determined difference between the ROCs of corre-
sponding portions of the surfaces of each substrate may be
utilized as a parameter to calculate the variable gap at a
plurality of positions between the substrates—that is, the
determination of the difference in the ROC’s may be used as
part of the determination of the difference in the distances
between the substrates over the entire surface (or parts of the
surface) of the substrates. It should be appreciated that other
factors may also be considered in determining the variable
gap, including the topographical features on one or both
surfaces of the substrates. A determination may then be made
for the corresponding thicknesses of an adhesive layer dis-
posed at each location on the substrate. An adhesive profile
(e.g. the amount and location of adhesive that may be depos-
ited at each location on a substrate) may also be determined
based, in part, on the calculation of the variable gap.

As used in this context, a “corresponding portion” of the
second surface may refer to the portion of the second surface
that is (or will be) disposed over (i.e. in optical communica-
tion with) the portion of the first surface of the first substrate
when the first and the second substrates are coupled together.
That is, as shown in FIG. 4, corresponding portions of the
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surfaces of the substrates may be used to determine the dis-
tances D, and D, of the adhesive profile delta.

In some embodiments, in the first method as described
above, the step of measuring the first surface of the first
substrate may comprise the step of measuring one or more
topographical features of the first surface. A “topographical
feature” may refer to any structure or feature that may be
disposed on the surface of the substrate (such as a groove,
indent, ridge, mound, etc.) or imperfections (such as material
that was not removed during fabrication or additional mate-
rial that was unintentionally added, chips or scratches in the
surface of the substrate, etc.). In some embodiments, the step
of measuring the second surface of the second substrate may
comprise the step of measuring one or more topographical
features of the second surface. In some embodiments, the step
of calculating the variable gap may comprise determining a
difference in the topographical features of a portion of the first
surface of the first substrate and the topographical features of
a corresponding portion of the second surface of the second
substrate.

Similar to embodiments that may comprise measuring the
ROC of the opposing surfaces of the first and second sub-
strate, the difference in topographical features of correspond-
ing portions of the surfaces of the substrates may also effect
the amount of adhesive material that may be needed to be
disposed in that region of the composite lens and may there-
fore also be measured and considered in determining the
variable gap between the substrates. In some embodiments,
both the ROC and surface topography may be measured to
determine the variable gap between the first and second sub-
strates.

In some embodiments, in the first method as described
above, the step of depositing the variable amount of adhesive
may comprise ink-jet deposition. In general, the adhesive
layer may be deposited using any suitable method; however,
the inventors have found that it may be preferred to deposit the
adhesive layer using ink jet deposition because, for example,
it may be a cost effective and efficient manner of dispensing
the variable amount of adhesive across the surface of the
substrate. For example, adhesive layer profiles may be readily
programmed into a computer processor used to control an ink
jet deposition apparatus, and may be adjusted for each
instance of a new substrate pair without costly realignment of
masks or other partnering techniques.

In some embodiments, in the first method as described
above, the step of depositing the variable amount of adhesive
may comprise depositing a plurality of dots of adhesive on the
first surface. Exemplary embodiments that comprised adhe-
sive “dots” were described above with reference to FIGS. 5
and 6. In some embodiments, each of the plurality of dots may
comprise approximately the same amount of adhesive. In
some embodiments, depositing a variable amount of adhesive
may comprise depositing the plurality of dots at different
intervals across the first surface. It should be noted that this
language does not require that all of the adhesive dots dis-
posed on the substrate be deposited at different distances from
one another or over different intervals of the first surface. That
is, some of the dots could be disposed at the same distance
from one another or at the same intervals in one region of the
device, where at least some of the dots may be deposited at
different distances from one another. It should be noted that a
“dot” may comprise any regular (e.g. circular square, triangle,
etc.) or irregular shape, and generally refers to different seg-
ments of material that (at least after being disposed on the
surface of the substrate) may be physically separated from
each of the other dots disposed on the surface.
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In some embodiments, in the first method as described
above, where depositing the variable amount of adhesive
comprises depositing a plurality of dots of adhesive on the
first surface, the amount of adhesive of the plurality of dots
may vary by at least 5%. That is, for instance, the volume or
amount of adhesive material of at least one of the dots dis-
posed on the surface may be at least 5% less than the volume
or amount of material of at least one of the other adhesive
dots. In some embodiments, the amount of adhesive of the
plurality of dots may vary by at least 20%. In some embodi-
ments, the amount of adhesive of the plurality of dots may
vary by at least 50%. In general, the greater the variance in the
distances (e.g. gap) between corresponding portions of the
substrates, the greater the variance in the volume of the adhe-
sive material of the dots in some embodiments.

In some embodiments, in the first method as described
above, where depositing the variable amount of adhesive
comprises depositing a plurality of dots of adhesive on the
first surface, the plurality of dots may be deposited non-
uniformly. As noted above, any suitable manner for varying
the adhesive layer disposed on the substrate may be used,
including varying the distance of adjacent adhesive dots,
varying the volume of the adhesive dots, or a combination
thereof.

In some embodiments, in the first device as described
above, the first method may further comprise the step of
determining a first feature of the first substrate or the second
substrate, and the step of depositing the variable amount of
adhesive may be based at least in part on the first feature. In
some embodiments, the first feature may comprise any one of,
or some combination of: the area of the first surface, the area
of the second surface, the shape of the first substrate, or the
shape of the second substrate. In some embodiments, the first
feature may comprise any one of, or some combination of: a
location of a diffractive surface or a location of an electro-
active element disposed on the first surface of the first sub-
strate or the second surface of the second substrate. As was
noted above, in addition to the varying distance between the
substrates, embodiments may also determine (e.g. with ref-
erence to a master profile) the location of one or more features
that may not have an adhesive layer disposed over, or may
otherwise alter or change the adhesive layer disposed over (or
near) the feature.

In some embodiments, in the first method as described
above, the first method may further comprise the step of
adjusting the amount of adhesive deposited based on any one
of, or some combination of: a level of heat, an ambient tem-
perature, or humidity (or relative humidity). That is, for
instance, certain adhesive materials and deposition processes
may be affected by external conditions that could affect the
dispensing apparatus (e.g. the amount of material that is
deposited), as well as the characteristics of the adhesive mate-
rials (e.g. viscosity) that may thereby necessitate taking such
factors into consideration to ensure that the appropriate
amount of adhesive material is deposited.

In some embodiments, in the first method as described
above, the first method may further comprise the steps of:
determining the viscosity of the adhesive and adjusting the
amount of adhesive deposited based at least in part on the
determined viscosity. In some embodiments, the step of deter-
mining the viscosity of the adhesive comprises dispensing a
plurality of dots of adhesive having a first weight at a first
temperature, dispensing a plurality of dots of adhesive having
a second weight at a second temperature; and calculating the
temperature required to produce the desired weight. An
exemplary process that the inventors have discovered com-
prises the following: First, 100 drops of adhesive dots may be
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deposited at each of 40° C. and at 50° C. Each sample is
weighed carefully. For most adhesive materials (e.g. resins) it
is generally known that viscosity is less with higher tempera-
ture and that 100 drops dispensed at 50° C. will weigh more
than 100 drops dispensed at 40° C. A standard computer
processor and software program may then be used to calculate
the equation that describes the relationship between weight
and temperature for the particular adhesive material based on
these measurements. Next, the temperature can then be mea-
sured and the viscosity calculated to provide the same weight
for each deposition process, regardless of changes in the
ambient temperature. Using this exemplary method, even
though the adhesive ages and the viscosity changes over time,
the amount of adhesive dispensed may remain relatively con-
sistent.

In some embodiments, in the first method as described, the
first method may further comprise the steps of determining a
characteristic of a deposition mechanism and adjusting the
amount of adhesive deposited based at least in part on the
determination of the characteristic of a deposition mecha-
nism. In some embodiments, the deposition mechanism may
comprise any one of, or some combination of: the amount of
error associated with an apparatus used in a deposition pro-
cess, the heat applied to the adhesive deposited during depo-
sition, the volume of adhesive typically deposited by the
apparatus, or any other suitable parameter. As noted above,
other factors may affect the deposition process (including the
amount of adhesive materials deposited), and may therefore
need to be accounted for in the process.

In some embodiments, in the first method as described
above, the first method may further comprise the step of
disposing an electro-active layer between the first and second
substrates. As used in this context, disposing may comprise
dispensing or otherwise depositing the electro-active layer
between the first and second substrates. As noted above,
although embodiments are not so limited, the methods
described herein may be particularly beneficial for use in
electro-active lenses because when the adhesive is deposited
between the two substrates, some of the excess adhesive may
contaminate the electro-active area when the first and the
second substrates are brought together.

In some embodiments, the first method may further include
the steps of: disposing a first electrode and a second electrode
between the first and the second substrates, and disposing the
electro-active layer between the first and the second elec-
trodes. In some embodiments, the electro-active layer may
comprise a liquid crystal material.

In some embodiments, in the first method as described
above where the adhesive material may comprise a curable
resin, the first method may further include the steps of curing
the resin. In some embodiments, the step of curing the resin
may comprise using any one of, or some combination of:
chemical additives, ultraviolet radiation, an electron beam, or
heat.

In some embodiments, in the first method as described
above, the adhesive may be configured to couple the first
substrate to the second substrate.

In some embodiments, in the first method as described
above, the adhesive may comprise any one of, or some com-
bination of epoxy, polyurethane, acrylic, or cyanoacrylate.

However, embodiments are not so limited and any suitable
adhesive may be utilized. In addition, the inventors have
found that the adhesives disclosed in U.S. application Ser. No.
13/045,961, filed Mar. 11, 2011, which is hereby incorporated
by reference herein in its entirety, may be utilized in some
embodiments.
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In some embodiments, in the first method as described
above, the adhesive may be formulated to match the refractive
index of the substrates. Matching the index may be preferred
because, for instance, when the indexes are matched there is
not interface (created by different indexes of refraction) that
may affect the light that passes through the substrates and the
adhesive material thereby creating an optical effect that may
need to be accounted for an ophthalmic or other type of lens.

In some embodiments, a process may be provided that
allows for a range of curvature differences between two sub-
strates, wherein said process takes into account the measured
curvature of each surface, and based on said measurements, a
precise amount of adhesive may be dispensed in the appro-
priate amount such that an optimal assembly is achieved.

In some embodiments, a process may be provided by
which cosmetic defects are avoided by the precise dispensing
of'adhesive (e.g. resin) volumes based on the measured topo-
graphic surfaces of the top and bottom substrates.

CONCLUSION

It is understood that the various embodiments described
herein are by way of example only, and are not intended to
limit the scope of the invention. For example, many of the
materials and structures described herein may be substituted
with other materials and structures without deviating from the
spirit of the invention. The present invention as claimed may
therefore include variations from the particular examples and
preferred embodiments described herein, as will be apparent
to one of skill in the art. It is understood that various theories
as to why the invention works are not intended to be limiting.

The above description is illustrative and is not restrictive.
Many variations of the invention will become apparent to
those skilled in the art upon review of the disclosure. The
scope of the invention should, therefore, be determined not
with reference to the above description, but instead should be
determined with reference to the pending claims along with
their full scope or equivalents.

Although many embodiments were described above as
comprising different features and/or combination of features,
a person of ordinary skill in the art after reading this disclo-
sure may understand that in some instances, one or more of
these components could be combined with any of the com-
ponents or features described above. That is, one or more
features from any embodiment can be combined with one or
more features of any other embodiment without departing
from the scope of the invention.

As noted previously, all measurements, dimensions, and
materials provided herein within the specification or within
the figures are by way of example only.

A recitation of “a,” “an,” or “the” is intended to mean “one
or more” unless specifically indicated to the contrary.

Asused herein, reference to a “first” or a “second” does not
limit the referenced component to a particular location unless
expressly stated. For instance, reference to a “first temple”
may comprise the temple located on either the left side or the
right side of a wearer’s head.

All publications mentioned herein are incorporated herein
by reference to disclose and describe the methods and/or
materials in connection with which the publications are cited.
The publications discussed herein are provided solely for
their disclosure prior to the filing date of the present applica-
tion. Nothing herein is to be construed as an admission that
the present invention is not entitled to antedate such publica-
tion by virtue of prior invention. Further, the dates of publi-
cation provided may be different from the actual publication
dates, which may need to be independently confirmed.
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What is claimed is:

1. A first method of manufacturing a composite lens com-
prising:

measuring a first surface disposed on a first substrate;

measuring a second surface disposed on a second sub-

strate;

calculating a variable gap between the first surface and the

second surface at different corresponding portions of the
first and second surfaces;

depositing at the different corresponding portions of the

first and second surfaces a variable amount of adhesive
on the first surface of the first substrate based at least in
part on the calculation of the variable gap at the different
corresponding portions; and

placing the second substrate over the first substrate to form

the composite lens, wherein the adhesive is disposed
between the first surface of the first substrate and the
second surface of the second substrate.

2. The first method of claim 1, wherein the step of depos-
iting the variable amount of adhesive comprises depositing a
plurality of dots of adhesive on the first surface.

3. The first method of claim 2, wherein each of the plurality
of dots comprises approximately the same amount of adhe-
sive.

4. The first method of claim 3, wherein depositing a vari-
able amount of adhesive comprises depositing the plurality of
dots at different intervals across the first surface.

5. The first method of claim 2, wherein the amount of
adhesive of the plurality of dots varies by at least 5%.

6. The first method of claim 2, wherein the amount of
adhesive of the plurality of dots varies by at least 20%.

7. The first method of claim 2, wherein the amount of
adhesive of the plurality of dots varies by at least 50%.

8. The first method of claim 2, wherein the plurality of dots
are deposited non-uniformly.

9. The first method of claim 1, wherein the step of measur-
ing the first surface of the first substrate comprises measuring
a radius of curvature of the first surface.

10. The first method of claim 9, wherein the step of mea-
suring the second surface of the second substrate comprises
measuring a radius of curvature of the second surface.

11. The first method of claim 10, wherein calculating the
variable gap comprises determining a difference in the radius
of curvature of a portion of the first surface of the first sub-
strate and the radius of curvature of a corresponding portion
of the second surface of the second substrate.

12. The first method of claim 1, wherein the step of mea-
suring the first surface of the first substrate comprises mea-
suring one or more topographical features of the first surface.

13. The first method of claim 12, wherein the step of
measuring the second surface of the second substrate com-
prises measuring one or more topographical features of the
second surface.

14. The first method of claim 13, wherein calculating the
variable gap comprises determining a difference in the topo-
graphical features of a portion of the first surface of the first
substrate and the topographical features of a corresponding
portion of the second surface of the second substrate.

15. The first method of claim 1, further comprising the step
of determining a first feature of the first substrate or the
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second substrate, wherein depositing the variable amount of
adhesive is further based at least in part on the first feature.

16. The first method of claim 15, wherein the first feature
comprises any one of, or some combination of: the area of the
first surface, the area of the second surface, the shape of the
first substrate, or the shape of the second substrate.

17. The first method of claim 15, wherein the first feature
comprises any one of, or some combination of: a location of
a diffractive surface or a location of an electro-active element
disposed on the first surface of the first substrate or the second
surface of the second substrate.

18. The first method of claim 1, further comprising the step
of disposing an electro-active layer between the first and
second substrates.

19. The first method of claim 18, further comprising the
steps of:

disposing a first electrode and a second electrode between

the first and the second substrates; and

disposing the electro-active layer between the first and the

second electrodes.

20. The first method of claim 18, wherein the electro-active
layer comprises a liquid crystal material.

21. The first method of claim 1, further comprising the
steps of:

determining the viscosity of the adhesive, and

adjusting the amount of adhesive deposited based at least in

part on the determined viscosity.

22. The first method of claim 21, wherein the step of
determining the viscosity of the adhesive comprises:

dispensing a plurality of dots of adhesive having a first

weight at a first temperature;

dispensing a plurality of dots of adhesive having a second

weight at a second temperature; and

calculating the temperature required to produce the desired

weight.

23. The first method of claim 1, wherein the adhesive
comprises a curable resin, and wherein the first method fur-
ther comprises the step of curing the resin.

24. The first method of claim 23, wherein curing the resin
comprises using any one of, or some combination of: chemi-
cal additives, ultraviolet radiation, an electron beam, or heat.

25. The first method of claim 1, therein the step of depos-
iting the variable amount of adhesive comprises ink-jet depo-
sition.

26. The first method of claim 1, further comprising the step
of adjusting the amount of adhesive deposited based on any
one of, or some combination of: level of heat, ambient tem-
perature, or humidity.

27. The first method of claim 1, further comprising the
steps of determining a characteristic of a deposition mecha-
nism and adjusting the amount of adhesive deposited based at
least in part on the determination of the characteristic of a
deposition mechanism.

28. The first method of claim 1, wherein the adhesive is
configured to couple the first substrate to the second substrate.

29. The first method of claim 1, wherein the adhesive
comprises any one of, or some combination of: epoxy, poly-
urethane, acrylic, or cyanoacrylate.

30. The first method of claim 1, wherein the adhesive is
formulated to match the refractive index of the substrates.
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